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Since it is usually necessary to make molds, heavy presses, light presses
and other forming equipment, in order to form crustal and sheet-shaped
parts, in cases where rapid prototype production, low flow of production,
flexibility Consider the production process in the direction of changing the
model or piece to be considered. For this reason, the process of developing
sheet development (ISF) has been very much considered in recent decades.
In this formulation, a simple straightforward tool with a sheet locked by a
fixture is in contact with the point and the tool carries out a specific
movement in the direction and direction predetermined by the numerical
control machine (CNC) and The formation of gradual and deformed plastic
deformation occurs on the sheet with low force in the area under the tool,
and the formation of the resulting result is combined with the local
deformation of the plastic. Developmental development Technically, the
sheet relies essentially on two principles, one automation, and another on a
numerical control system, so that the piece is designed and designed by the
CAD software, which is fashioned L is used as the basis for forming the
forming path by the CAM software, then these pathways through the
processor must be converted into identifiable codes for the CNC machine so
that The optimal form of the piece was produced from a flat metal plate,
which was restrained by a fixture. The parameters affecting the quality of
the parts of the production unit, the speed of the piece production, and the
geometric accuracy of the manufacturing unit and can be: the effect of the
instrument movement, the effect of the vertical , The effect of spindle speed
and advance of the tool, type of lubricant, the diameter of the tool, etc. The
limitations of this method can be given to the required time, while they
mentioned process, because it is the gradual movement of the tool with a
small vertical coordinate. An important point in the development process is
the backflow of the sheet, which should be considered for the CNC machine
at the time of determining the path of the instrument, so that the final piece
produced has the desired geometric accuracy and value. One of the most
important scientific aspects that has attracted the attention of the
developmental process has been to enhance the formality of the materials,
because in the process of developmental shaping (ISF) it is dramatically
shaped has increased compared with other conventional forming processes
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